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1 


50 


50 
2 
50 
2 


QTY 
-045 


X 


1 
1 
24 
16 
16 
1 


1 
1 
1 
1 
1 
2 
1 
1 


50 


50 
2 
50 
2 


Part Number 


D2580-041 
D2580-045 


D2500-1-190 
D2576-3 
D2579 
D2594-1 
D2594-3 
D2596 
D2855 
D3564-5 
D3564-9 
D3564-11 
D3564-13 
D3566-1 
D3566-5 
D3566-13 


ALS7-1032-130 
or AKS7 -1032-130 
or AKS4-1 032-130 
or AELS-1 032-130 
AN3C4A 
AN3-5A 
AN960C10L 
AN960JD10L 


Description 


SKIDTUBE 
ASSEMBLY 


SKIDTUBE 
ASSEMBLY 


EXTRUSION 
STEP 
CROSS BOLT SPACER 
PLUG 
O-RING 
205 WEB 
AFT CAP 
WEARSHOE 
WEARSHOE 
WEARSHOE 
WEARSHOE 
GASKET 
GASKET 
GASKET 


INSERT 


BOLT 
BOLT 
WASHER 
WASHER 


GENERAL NOTES: 


1) 
TOLERANCES ARE PER DART aSI 018 UNLESS OTHERWISE NOTED 
2) 
ALL DIMENSIONS ARE IN INCHES 
3) 
INSERT D2596 WEB TO LOCATION SHOWN OFF AFT END OF SKIDTUBE AND BOND 
WEB INTO OUTER TUBE WITH NON-STRUCTURAL SIKAFLEX-241 ADHESIVE PER 
DART aSI 015 BEFORE BENDING. ENSURE HOLES LINE-UP. 
4) 
BEND AS A SMOOTH RADIUS STARTING WITH A MAXIMUM CENTERLINE RADIUS OF 
60 AND ENDING WITH A MINIMUM RADIUS OF 30. A MAXIMUM REDUCTION OF 0.200 
SHOP COpy 
IN DIAMETER IS ALLOWABLE IN THE BENT PORTION OF THE TUBE. 
5) 
USE DART DRILL TEMPLATE TD2577-205 TO LOCATE AND DRILL 00.297 
HOLES FOR 
RETURNTO 
WEARSHOE INSERTS. INSTALLALS7-1032-130 
PER SECTION D-D (50 PLACES) AFTER ENGINEERING 
FINISH. INSTALL AN3C4A BOLTS AND AN960C1 OLWASHERS WITH SrKAFLEX-24(fNCONTROLLED 
copy 


6) 
~~LDING 
TO BE DONE PER DART aSI 004. 
SUBJECTTO AMEN'D>.f£N'T 
7) 
FINISH: 
WITHOUT NOnCE 


SEE NOTES ON 
~R~~~ 
PAGE 2 FOR D2580-041 AND0!1015. 
fJ 
PAGE 3 FOR D2580-045 
NO. --- 
. 
8) 
INSERT D2594-1 PLUG CIW D2594-3 O-RING IN HOLES MARKED 'po (BOTH SIDES OF 
TUBE) AFTER FINISH (16 PLACES). 


Copyright @ 1996 
by DART AEROSPACE LTD 


THIS 
DOCUMENT 
IS PRIVATE AND 
CONFIDENTIAL 
AND 
IS SUPPLIED 
ON THE 
EXPRESS 
CONDITION 
THAT IT IS 
NOT TO 
BE 
USED 
FOR ANY 
PURPOSE 
OR 
COPIED 
OR 
COMMUNICATED 
TO ANY OTHER 
PERSON 
WITHOUT WRITTEN PERMISSION 
FROM 
DART AEROSPACE 
LTD. 


DETAIL A 
SCALE 5:24 
02580-1 
DRILUNG 
DETAIL 


REFER TO DETAIL A 


57.3'3 
(REF) 
7 
EQUAl 
SPACES 
8.188 
PITCH 


00.508 
(1YP.) 
(40 
PLACES) 


'90.0 
(02500-') 


91.500 


1.750 


02580-1 
BENDING AND CUTTING DETAIL 


8.750 


17.375 
26.000 
34.188 


REFER 
TO DETAIL A 


38.0 
N 


37.50 
DISTANCE TO AFT END 
OF 
02596 
WEB 
&& 


DETAIL B 
SCALE 5:24 


R~~~E}15D 


REV. 0 


SHEET 2 
OF 3 


SCALE 


1:24 


PACE 
LTD. 
.OMTARIO.~ 


205 
SKIDTUBE ASSEMBLY 


D2580 


TITLE 


DRAWING 
NO. 


03566-1~ 
J0J566-'3 


\ 
~03S64-'3 
\....03564-9 


1.0 
DISTANCE 
BETWEEN 
HOLE 
AND 
TANGENT 
POINT 


OESIG>I 


DATE 


07.02.27 


\:03564-5 


03566-5~ 


1.0 
DISTANCE 
BETWEEN 
HOLE 
AND 
TANGENT 
POINT 


_OII111I1l' 
__ 
LJlI. 


THIS 
DOCUMENT 
IS 
PRIVATE 
AND 
CONFlDENTIAl 
ANDIS 
SUPPUEO 
ON THE EXPRESS CONOmON 
THAT iT IS NOT TO BE USED FOR ANY PURPOSE 
OR 
COPIED 
OR 
COt-4MUNtCATED 
TO ANY 
OTHER 
PERSON 
wrTHOUT 
WRITTEN 
PERMISSION 
FROM 
DART 
AEROSPACE 
LTD. 


13.4 


REFER TO DETAJl C 


03566-1 :=>-. 


) 


~03564-tl 


AN3C •• 
BOLT 
(1) 
AN960C' 
OL WASHER 
(1) 
(50 
PLACES) 


AFTER 
ORIWNG 
AND 
BENDING 
ASSEMBLY 
PERFORM 
niE 
FOLLOWING 
FOR 
00.508 
HOLES 
ONLY, 
1. CHAMFER 
HOLE 0.050 
X 45" 
2. 
INSERT 
02579 
SPACER 
(20 
PLACES) 
3. 
WELD 
INTO 
PLACE 
AND 
GRIND 
FLUSH 
4. 
C'BORE 
02579 
SPACER 
TO 00.437 
X 
1.00 
DEEP 


SECTION0-0 
SCALE 5:24 


02579 
SPACER 


02596 
WEB 
(REF) 


/',. 
AlS7-'032-'30 
(REF) 
m 
(1YP 
50 
PlACES) 


AN3-SA 
BOLT 
(,) 
AN96OJ010L 
WASHER 
(1) 
(2 
PlACES) 


DETAIL C 
SCALE 5:24 


02580-041 
NOTES 
i) 
FINISH: 
ACID ETCH, ALODINE PER DART OSI 005 
4.1 
PRIOR TO INSERTING D2596 
WEB 
POWDER COAT ASSEMBLY GLOSS WHITE (REF. 4.3.5.1) 
PER DART OSI 005 
4.3 
BLACK ANTI-SKID 
PAINT AS INDICATED PER DART OSI 005 
4.4 


\ 


• 


DETAIL E 
SCALE 5:24 


1:24 


DMT AE<~ACE 
LTD. 
"'-'It' orr_ """'" REV. 0 


SHEET 3 OF 3 


SCALE 


REFER 
TO DETAIL E 


205 
SKIDTUBE ASSEMBLY 


C'IIORE 
NO PWO 
D3566-1~ 
JD3566-'3 


\ 
~D3564-13 
\...03564-9 


5.915 


fO.508 
(8 
PLACES) 


1.0 
DISTANCE 
BETWEEJl 
HOLE 
AND 
TANGENT 
POINT 


OATE 
07.02.27 


DESIGN 


39.580 


\:03564-5 


fO.5D8 
(TYP.) 
(40 
PlACES) 


57.313 
(REF) 
7 
EQUAL 
SPACES 
8.188 
PITCH 


3.630 
(REF) 


190.0 
(02500-1) 


91.500 


D3566-5~ 


1.750 


D2580-1 
DRIWNG 
DETAIL 


D258O-5 
BENDING 
AND CllTIlNG 
DETAIL 
(MAKE FROM 02580-1 
DRILLING DETAIL) 


51.340 
5.338 
(REF) 


1.0 
DISTANCE 
BETWEEN 
HOLE 
AND TANGENT POINT 


_.'111•.. 
IlIIllI' _ 
UlI. 


THIS 
DOCUMENT 
IS 
p:RIVAJE ~o 
CONFlOENTlAl. 
AND IS SUPPUED 
ON l'HE EXPRESS CONDmON 
THAT IT IS NOT TO BE USED fOR 
/ttH'f 
PURPOSE 
OR 
COPIED 
OR 
COMMUNICATED 
TO 
N('( 
OTHER 
PERSON 
WITHOUT 
WRITfEN 
PERMtsSfON 
FROM 
DART 
AEROSPACE 
LTD. 


REfER 
TO DETAIL A 


38.0 


13 ..•. 


N 


37.SO 
DISTANCE TO AFT 
END 
OF 02596 
WEB 
&& 


DETAIL f 
SCALE 5:24 


SEE 
NOTE 
ii) 


SECDON H-H 
SCALE 5:24 


DETAIL G 
SCALE 5:24 


AN3-SA 
BOLT 
(1) 
AN96OJ010L 
WASHER 
(1) 
(2 
PLACES) 


02855 
CAP 


ii) 


d 
r/l'Z 
@0 
.::Born 
Ul 
. £~~~5;~ 


' 


~08b%~~ 
\~S'?r'rnt.o 
't.~:/' r' C!. 
-\ 
~ 
02579 
SPACER 
. 
tn7'.O- 
S .~0 0 
AFTER 
ORlWNG 
AND 
BENDING 
ASSEMBLY 
03566-1~ 
.~~ n 
PERFORM 
THE 
FOLLOWING 
FOR fO.50B 
HOLES 
ONLY, 
•••• 
tr\ 
~ 
0' 
02596 
WEB 
(REF) 
1. CHAAlFER 
HOlE 
O.OSO X 45' 
] 
2. 
INSERT 
02579 
SPACER 
(20 
PLACES) 
'= 
"""'- 
,. 
>-;d 
3. 
WElD 
INTO PlACE 
AND 
GRIND 
FLUSH 
~ 
::4£ALS7-~2;~3~~is~ 
4. 
C'BORE 
02579 
SPACER 
TO '0.437 
X 
1.00 
DEEP 
03564-11 
& 
AN3C4A 
BOLT 
(1) 
AN960C10L 
WASHER (1) 
02580-045 
NOT£S 
.(50 
PlAC£S) 
i) 
FINISH: 
ACID ETCH, ALODINE PER DART OSI 005 
4.1 
PRIOR TO INSERTING 02596 
WEB 
POWDER COAT ENTIRE ASSEMBLY GREEN (REF. 4.3.5.8) 
PER DART OSI 005 
4.3 
BLACK ANTI-SKID 
PAINT AS INDICATED PER DART OSI 005 
4.4 
IT IS ACCEPTABLETO GRIND A RELIEF IN THE 02855 
AFT CAP TO PREVENT INTERFERENCE 
WITH THE SPACER AT THIS LOCATION 


r------------------ 


• 


NO. \::S~ 
AWS D17.1.2001 
QUALIFICATION 
TEST RECORD 


Namc 
D-Gtc~~~_E.\-\-~_0.\- 
"__ 
-- 
.JointWelding Procedtire 
-L~4----'-.------------- 
Part number and Job numbePb,'?\c.:t:)Jd::H 04.\+ 
b ?-->:':k..•4d 


BASE METAL 
9\u(l::\\n\yro, 
Penetration 
.C<ylPletet] partialI? 
Current 
AC rvf 
DC [ ] 


Position .. 


. 
-." 
:".," 
,",' 
"," 


•• 
m 
•• Vettital,.::x:Oown[,,'l;, .Up [ ] 


.." 
... .. 
' .. ' .... ""',' .,,,v' 
":" 
", - .' .' 
'.' 
....• ~.: " . 


Sheet Groove 
1G [ J 
20 [ ] 
~p ••.. 
:~.V.---4rr' [ ] 
Tube Groove 
10 [ ] 
2G {1 
\ 
I 
€J,'%J ..•...•.- 60 [ ] 
Sheet Fillet 
1F [ ] 
2F ~~. 
i \ F [ ] 
4F [ ] 
Tube Fillet 
1F [ ] 
2~] 
I 
F [ ] 
5F r ] 


crOSSbOItSpacerWelded%= 
'.7-. 
" 
Ski~ 


Visual 
Penetration 


Crossbolt Spacer 


TEST RESULTS 


Pass r~ 
Fail 
[ ] 
Pass rJf/Fail [ ] 


Pass IIi 
Fail 
[ ] 


The above named individual 
is qualified 
in accordance 
\y'ith AWS D17.1.2001 
to weld 


i)ateofTestCouponQloi\cd:' 
Qualifier_yJ. W, 
--' 


II:\fORMS\Production\approved.prod.\ 
Welding Coupon.Rev.A 


